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" ANDREW J. BRADLEY, OF ST. LOUIS, MISSOURI, ASSIGNOR TO THE
" BRADLEY STENCIL MACHINE COMPANY, OF MISSOURT.

 MAGCHINE FOR MAKING PUNCHES.

SPECIFICATION forming part of Letters Patent No. 628,687, dated July 11,1899,
' Application fled June 15,1896, Serial No, 695,612, (Nomodel) -

To all whom it may concerm: . |

Be it known that I, ANDREW J. BRADLEY,
a citizen of the United States, and a resident
of the city of St. Louis, in the State of Mis-

souri, have invented a new and useful Im-

provement in Machines for Makin o Punches,

~ of which the following is a specification.
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My invention relates to the manufacture of

punches. Its principal object is to facilitate
the process of forging a punch from a hot
blank; and it consists in a finishing-die the
sides of whose design are formed parallel to
the axis thereof. S |

It also consists in a punch-forging machine
provided with a forming-die and a finishing:-
die having the same design, formed with 1ts

~ sides parallel to the same axis, and means for

20

‘causing said finishing-die to continue or com-

plete the result produced by the forming-die..
It also consists in the parts and 1n the com-

~ bination of parts hereinafter described and

25

30

35

40

45

.. SQ

~ ing the design cut slightly larger in contour |

claimed. | -

In the accompanying drawings, which form
a part of this specification, Figure 1is a hori-
zontal section of a press provided with my
invention, the section being taken on the line
11 of Fig. 2. TFig. 2 is a central vertical sec-
tion of the press on the line 2 2 of Kig. 1.
Fig. 3 is a front view showing the machine in

‘elevation, the view being taken on a plane

behind the hand-wheel of the chuck. Fig.
3% ig a rear view of said machine. Fig. 41s
a face view, and Fig. 5 is a cross-section, of

the first forming-die, showing a draft. Iig.

6 is a face view, and Fig. 7 is a cross-section,
of the second forming-die, showing the sides
parallel. Figs. 8 and 9 are side views of the
blank after being operated on by the first and
the second dies, respectively. Figs.10and 11
are perspective views of the blank and the
finished punch, respectively. S

- Myinvention may be utilized in divers kinds
of presses; but a drop-press 1 1s most suit-
able therefor. The ram or hammer 2 of the
press is provided with a device or devices 3
adapted to hold forming-dies 4, a convenient
form of such device being dovetail grooves
in its under face. The two forming-dies are
engraved or otherwise formed with approxi-
mately the same design, one of said dies hav-

‘the design made of the same size as the
ishedarticle. Theforming-diesbeing mount-

fixed distance apart. .
to have the two diescut in the same plate in

drawings.

upper surfaces of

this collar works a threaded shaft 13.

than is desired for the finished article and

being formed with a draft or bevel, and the

other die being formed with the edges of the
projecting design portion parallel and with

n-
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ed on the same ram or hammer remain at a

orderto render their relative positions perma-
nent. . |

. On the bed 5 of the press 1s a chuck 67, ar-

ranged to slidein suitable guides 8—such, for
instance, as the dovetail grooves shown In the
The chuck consists of a heavy

In fact, it is desirable

6{:}_.

block 6, arranged to slide in the grooves S,

and a second block 7, fitting into a chamber
madethereforin the first block 6 and arran oed
to slide in grooves 9 in said first block 6. The
' said blocks are flush and
their meeting faces have steel bushings fitted
thereto, which constitute the real jaws ot the
chuck and are made of a shape best suited

for the blank to be operated on. These steel

jaws 10 preferably project above the blocks

% 7 in order the better to protect said blocks

from the impact of the hammer. |

A screw-threaded collar 11 is secured to the
main block 6 of the chuek by supporting-bars
12,extending laterally theretrom, and through

outer end of this shaft has a hand-wheel 14
thereon and the inner end has a nui or ring
15 fastened thereon to turn therewith. This
ring fits in a space provided therefor between
the face of the block 7 and a piece 16, mount-
od on said block 7, so that the block 7 1s
moved to and fro on the block 0, according
as the shaft 13 is turned one way or the other.
The effect of this movement is of course to
open or close thechuck, although as the block
7 and the shaftare both mounted on the block
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6 said bloek 6 remains stationary during such

operation. For the same reason the move-

95

ment of the block 6 carries with it all parts

of the chuck without altering their relative
positions.
iently effected by a hand-lever 17, pivotally
fastened to alug 18, projecting from the mid-
dle portion of said block and pivotally ful-
erumed to a link 19, pivotally secured to the

Such movement may be conven- -
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frame of the press. Obviously other means
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for shifting the chuck may be used in place
of that described. o R
1he sliding block 6 is limited in its to-and-
fro movement by adjustable stops 20. Evi-
dently these stops may be located on the f rame

of the pressin the path of the block: but it
is preferable to mount them upon the block
itself. Asshowninthedrawings, these stops |

may consist of screw - bolts 20, working. in
threaded hangers 21, depending from said
blocks 6. Nuts 22 will set them in any posi-
tion to which they may be adjusted. = =

- The operation of the device is as follows:
The forming-dies 4 are first mounted on the
drop hammer or ram in as nearly perfect
alinement as is practicable and parallel with
the line of travel of the chuck, so that the
impression made by one of said dies upon a

blank held in the chuck can be centered un- |

derthe other die by merelyshiftin athe chuck.

 While the chuck is centered ben eatheach die
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successively, the adjustable stops 20 are

turned until they strike the frame of the

press and are thereby set to limit the move-

ment of the chuek in both directions, so that
In either of its extreme positions thus ascer- |

tained the chuck is accurately centered be-
neath one or the other of the two forming-dies.
The blank 24 to be operated on isthen placed

- while heated, preferably to a bright cherry .
- heat, between the open jaws of the chuck.

Then the hand-wheel 14 is turned to move
the block 7 against the block 6, thus clamp-
ing the blank between the steel bushings.
T'he blank shown in the drawings is an ordi-
nary bolt without a thread and is particularly
applicable to the making of stencil-character
punches for stencil-machines. Its shank fits
between the steel jaws and its head rests on
the circular steel bushing in suitable position
to receive the impact of the hammer. The
hand-lever 17 is then shifted until the stop
20 strikes the frame of the press, in which
position the hot bolt is directly under the first
forming-die-—the die shown in Fig. 4. ' The
hammer then falls, causing the first die to
impressits design pyramidally in sald blank,

~which may be ejected from

628,687

which is left as shown mm Ifig. 8. The ham-
mer 18 then raised, the hand-lever is shifted

as far as the stop will permit, (which is di-

rectly under the finishing-die,) and the ham-

5O

mer 1s again dropped, thereby displacingthe

pyramidal side portions back far enough- to
make all the longitudinal edges of the pro-
jecting portion parallel and thus completing
the formation of the face portion of the punch,
the press by any

suitable contrivance. -
As the object sought to be attained is par-
allelism of the sides of the design portion of
the finished punch, it is obvious that the fin-

ishing-die may be formed with a slight relief

or clearance, which is the reverse of the draft

or taper of a forming-die and the practical -

equivalent of parallel sides.

What I claim is— -

1. A finishing-die for forming stencil-char-
acter punches, having the sides of its design
formed parallel, substantially as described.

2. A machine for forging stencil-character

‘punches, comprising a finishing-die mounted
on the hammer and having the sides of its

design formed parallel, substantially as de-
scribed. . | -
3. A machine for forming stencil-character

“punches, comprisingahammer havinga form-

ing-die and a finishing-die of the same de-
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sign, said finishing-die having the sides of its

design parallel, and means for centering the
work relatively to each die successively, sub-

stantially as described. '

4. A machine for making punches compris-
ing the combination of two forming - dies

- mounted on the hammer, one of said dies hav-

ing its design formed with a draft and the
other die having the same design formed with
parallel sides, a chuck movably secured to
the bed of the press and limiting devices for
centering said chuck beneath each of said
dies, substantially as and for the purpose set

forth.
- ANDREW J. BRADLEY.
- Witnesses: | |
JAMES A. CARR, -
- CHAS. K. WISE.
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